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A B S T R A C T :  D u r i n g  t h e  p a s t  d e c a d e  p o l y l a c t i d e  a c i d  ( P L A )  p o l y m e r  
h a s  b e e n  t h e  s u b j e c t  o f  n u m e r o u s  r e s e a r c h e s  a i m e d  a t  c o m p a r i n g  i t  
w i t h  t r a d i t i o n a l  p e t r o l e u m  b a s e d  p o l y m e r s  f o r  m a n y  p a c k a g i n g  a p p l i ­
c a t i o n s .  P L A  i s  b i o d e g r a d a b l e  a n d  d e r i v e d  f r o m  a g r i c u l t u r a l  b y - p r o d ­
u c t s  s u c h  a s  c o r n  s t a r c h  o r  o t h e r  s t a r c h - r i c h  s u b s t a n c e s  l i k e  m a i z e ,  
s u g a r  o r  w h e a t .  W h i l e  P L A  i s  c u r r e n t l y  b e i n g  u s e d  i n  m a n y  p a c k a g i n g  
a p p l i c a t i o n s  w i t h  w e l l  d o c u m e n t e d  p e r f o r m a n c e ,  l i t t l e  w o r k  h a s  b e e n  
d o n e  c o m p a r i n g  p r i n t i n g  p r o c e s s e s  a n d  p e r f o r m a n c e .  T h i s  s t u d y  
p r e s e n t s  P L A  p r i n t i n g  p e r f o r m a n c e  a n d  s u s t a i n a b i l i t y  f i n d i n g s  u s i n g  
t h e  c o m m o n  f l e x o g r a p h y  p r i n t i n g  p r o c e s s .  V a r i o u s  a n a l y t i c a l  m e t h ­
o d s  w e r e  u s e d  t o  e v a l u a t e  p e r f o r m a n c e  a n d  p r o v i d e  r e c o m m e n d a ­
t i o n s  f o r  o p t i m i z e d  p r i n t i n g  o n  P L A  a s  c o m p a r e d  t o  P E T ,  o r i e n t e d  P P  
a n d  o r i e n t e d  P S .  R e s u l t s  o f  t h i s  s t u d y  f o u n d  t h a t  P L A  f i l m s  w e r e  c o m ­
p a r a b l e  i n  p r i n t a b i l i t y  a n d  r u n n a b i l i t y  t o  s t a n d a r d  p e t r o l e u m  b a s e d  
f l e x i b l e  p a c k a g i n g  f i l m s .  
1 . 0  I N T R O D U C T I O N  
S
I N C E  1 9 6 0 ,  t h e  a n n u a l  g e n e r a t i o n  o f  m u n i c i p a l  s o l i d  w a s t e  ( M S W )  
h a s  i n c r e a s e d  m o r e  t h a n  6 5  p e r c e n t  t o  2 5 1 . 3  m i l l i o n  t o n s  i n  2 0 0 6  [ l ] .  
B y  2 0 0 6  m a t e r i a l  r e c o v e r y  o f  M S W  t h r o u g h  r e c y c l i n g  a n d  c o m p o s t i n g  
a c c o u n t e d  f o r  o v e r  3 2 . 5  p e r c e n t  o f  a l l  w a s t e  g e n e r a t e d ,  a n  i n c r e a s e  o f  
n e a r l y  8 3  p e r c e n t  s i n c e  1 9 6 0  [ 1 ] .  C o n t a i n e r s  a n d  p a c k a g i n g  a c c o u n t e d  
f o r  n e a r l y  3 2  p e r c e n t  o f  a l l  p r o d u c t s  g e n e r a t e d  i n  t h e  M S W  i n  2 0 0 6 .  P l a s ­
t i c s  w h i c h  r a n k e d  f o u r t h  a f t e r  p a p e r  ( 3 3 . 9 % ) ,  y a r d  t r i m m i n g s  ( 1 2 . 9 % ) ,  
a n d  f o o d  s c r a p s  ( 1 2 . 4 % )  a c c o u n t e d  f o r  1 1 . 7  p e r c e n t  o f  t h e  2 5 1  m i l l i o n  
t o n s  o f M S W  g e n e r a t e d  i n  2 0 0 6  [ 1 ] .  M o r e  t h a n  1 0  p e r c e n t  o f  a l l  p l a s t i c  
* A u t h o r  t o  w h o m  c o r r e s p o n d e n c e  s h o u l d  b e  a d d r e s s e d .  E m a i l :  m k e i f @ c a l p o l y . e d u  
J o u r n a l  o f  A p p l i e d  P a c k a g i n g  R e s e a r c h ,  V o l .  3 ,  N o . 2 - A p r i l  2 0 0 9  9 1  
1 5 5 7 - 7 2 4 4 / 0 9 / 0 2 0 9 1 - 1 4  
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containers and packaging, comprising of soft drink, milk and water bot­
tles, were recycled with milk bottles accounting for 31 percent of all bot­
tles [1]. 
Due to the increasing environmental consciousness of consumers and 
corporations over the past, decade, biodegradable polymers have re­
ceived ever increasing attention. Amongst commercially available bio­
degradable polymers are NatureWorks™ Polylactide (PLA), Nodax, 
Eastar Bio, and Biomax. Biodegradable polymers provide a potential 
solution to a wide range of environmental concerns typically associated 
with conventional polymers such as greenhouse gas emissions and 
sustainability. PLA is derived from lactic acid and has been received 
well by the medical and packaging industry in recent years. PLA is man­
ufactured from annually renewable sources such as com and is promoted 
as being recyclable and compostable. 
PLA has been researched internationally for its adaptability to practi­
cal applications such as in medical devices and packaging in comparison 
to traditional petroleum based polymers. Due to its ability to be hydro­
lyzed, PLA has been studied for use in bio-absorbable medical devices. 
In de Braekt et al. studied its application for suturing material [2], Bos et 
aI., Laitinen et aI., and Matsusue et aI. researched its application for sur­
gical implants [3,4,5] and Bodmeier et aI., Conti et aI., Omelczuh and 
McGinity, and Suzuki and Price [6,7,8,9] studied its promise in the 
drug-delivery systems application. 
Auras et aI. provided an overview of PLA as packaging materials by 
discussing its physical, optical, rheological, processing, mechanical, 
solubility, barrier, and degradation properties [10]. Sinclair et aI. pro­
vided a similar report in their paper on polylactic acid as a commodity 
packaging plastic [11]. Auras et aI. compared food service containers 
made with oriented PLA to those manufactured using PET and OPS by 
quantifying their physical, mechanical, barrier and compatibility prop­
erties [12,13]. Martino et al. in their research on processing and mechan­
ical characterization of plasticized films for food packaging reported 
mechanical properties of PLA films for different plasticizer concentra­
tions and preparation conditions [14]. Results of a study involving char­
acterization of L-polylactide and L-polylactide-polycarprolactone 
co-polymers for use in cheese packaging applications were reported by 
Plackett et al [15]. 
The purpose of this study was to research the runnability and 
printability ofPLA and to discover some key considerations when print­
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i n g  o n  P L A  w i t h  t h e  f l e x o g r a p h i c  p r o c e s s .  T h e r e  h a s  n o t  b e e n  a  g r e a t  
d e a l  o f  p u b l i s h e d  r e s e a r c h  o n  P L A - e s p e c i a l l y  o n  p r i n t a b i l i t y .  G r e e n  
B a y  P a c k a g i n g  ( G r e e n  B a y ,  W i s . )  h a s  b e e n  w o r k i n g  w i t h  p r i n t a b i l i t y  o f  
P L A  f o r  m o r e  t h a n  f i v e  y e a r s  a n d  h a s  p e r f o r m e d  n u m e r o u s  t e s t s  r e g a r d ­
i n g  t h e  s u r f a c e  e n e r g y ,  r u n n a b i l i t y ,  a n d  p r i n t a b i l i t y  o f  P L A  [ 1 6 ] .  I n  r e ­
c e n t  t e s t i n g  G r e e n  B a y  P a c k a g i n g  i s  u s i n g  t h e i r  s o o n - t o - b e  p a t e n t e d  
t r e a t e d P L A w i t h f i l m s u r f a c e c o n d i t i o n s  o f n o l o w e r t h a n 5 2 d y n e s  [ 1 6 ] .  
T h i s  a l l o w s  t h e  p o l y m e r  t o  s e c u r e l y  a n c h o r  a n y  i n k  p r o c e s s .  G r e e n  B a y  
e n s u r e s  t h a t  t h e  s u r f a c e  e n e r g y  o f  t h e  f i l m  i s  h i g h  e n o u g h  s o  t h a t  a n y  
p r i n t  e n g i n e  a n d  m o s t  i n k s  w i l l  n o t  h a v e  p r o b l e m s  p r i n t i n g .  T h e  c o m ­
p a n y  h a s  f o u n d  d u r i n g  t h e s e  t e s t s  t h a t  t h e  k e y  t o  s u c c e s s f u l  a n c h o r a g e  o f  
i n k  t o  t h e  P L A  i s  h i g h  s u r f a c e  e n e r g y  o f  t h e  f i l m .  I f  a  c o m p a n y  w a n t s  t o  
a d d  a  v a r n i s h  f o r  e x t r a  p r o t e c t i o n  o f  t h e  i m a g e ,  U V  v a r n i s h  b y  S u n  
C h e m i c a l  ( i t e m  #  R C M S V 0 4 8 2 2 3 2 )  i s  r e c o m m e n d e d  [ 1 6 ] .  T h e  U V  
o v e r - v a r n i s h  d o e s n ' t  c o n t a i n  s i l i c o n e ,  a n d  t h e r e f o r e  c a n  b i o d e g r a d e  a n d  
c o m p o s t  e a s i l y .  G r e e n  B a y  P a c k a g i n g  h a s  n o t  e x p e r i e n c e d  p r o b l e m s  
w i t h  t h e  r u n n a b i l i t y  o f  P L A .  A c c o r d i n g  t o  t h e m  P L A  h a s  g o o d  s t i f f n e s s  
a n d  s h o u l d  r u n  w e l l  o n  a n y  p r e s s - t h e  r i g i d i t y  h e l p s  w i t h  r e g i s t r a t i o n ,  
t r a p p i n g ,  a n d  t e n s i o n  o n  l i n e  [ 1 6 ] .  
2 . 0  M A T E R I A L S  A N D  M E T H O D S  
2 . 1  I n k  A d h e s i o n  
A n  i n k  a d h e s i o n  t e s t  w a s  p r e f o r m e d  u s i n g  a  l a b  i n k  p r o o f e r  p r i o r  t o  
r u n n i n g  t h e  p o l y m e r  f i l m s  o n  p r e s s .  T h e  s u r f a c e  e n e r g y  o f  P L A  w a s  
t e s t e d  u s i n g  A c c u d y n e  t e s t  s o l u t i o n  s w a b s  t o  s a m p l e  t h e  f i l m .  A  l a r g e  
d i f f e r e n c e  b e t w e e n  t h e  d y n e  l e v e l  o f  s u r f a c e  e n e r g y  i n  a  m a t e r i a l  a n d  t h e  
d y n e  l e v e l  o f  s u r f a c e  t e n s i o n  i n  i n k ,  m o s t  o f t e n  r e s u l t s  i n  b e t t e r  p r i n t  
q u a l i t y .  T h e  o p t i m a l  s u r f a c e  e n e r g y  o f  t h e  s u b s t r a t e  i s  d e p e n d e n t  o n  t h e  
i n k  s y s t e m  b u t  i s  t y p i c a l l y  a b o v e  t h i r t y - e i g h t  d y n e s .  T h e  s u r f a c e  e n e r g y  
o f  t h e  f i l m  s h o u l d  b e  h i g h e r  t h a n  t h e  s u r f a c e  t e n s i o n  o f  i n k  b e c a u s e  i t  i s  
m o r e  p r a c t i c a l  a n d  e c o n o m i c a l  f o r  a  p r i n t e r  t o  c h a n g e  t h e  s u r f a c e  t e n s i o n  
o f  a  m a t e r i a l  t h a n  t o  c h a n g e  t h e  i n k s  o n  t h e i r  p r e s s .  S u r f a c e - t r e a t e d  f i l m  
( c o r o n a  o r  p l a s m a  t r e a t e d )  c r e a t e s  h i g h e r  s u r f a c e  e n e r g y  p o l y m e r s .  M o s t  
w a t e r - b a s e d  i n k s  h a v e  a  s u r f a c e  t e n s i o n  o f  a b o u t  3 6  d y n e s .  T h e  w a ­
t e r - b a s e d  i n k s  u s e d  i n  t h i s  e x p e r i m e n t  w h e r e  d e s i g n e d  f o r  P E T  a n d  P P  
p l a s t i c  f i l m s ,  a n d  t h e r e f o r e  l e a d s  t o  b e t t e r  i n k  a d h e s i o n  f o r  t h o s e  p a r t i c u ­
l a r  f i l m s .  I n k s  f o r m u l a t e d  s p e c i f i c a l l y  f o r  P L A  w e r e  u n c o m m o n  a t  t h e  
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time. A draw-down test with the anilox-roll hand proofer was used to test 
ink adhesion to the film. Once blown-dry, a crinkle test determined that 
the adhesion was acceptable to print on press. 
Prior to running the film on the press, a test target was created in 
Adobe Illustrator to produce a plate and is shown in Figure 1. The image 
contains vector and raster images, a solid strip, tick marks an eighth inch 
apart along the lateral edge, slur targets, multiple point sizes, regular and 
reverse print, 1 through 100 percent density patches, and some gradient 
strips. The file was RIPed through Esko's Cyrel Digital Imager (COl) 
Spark System using Esko's Suite 7 workflow. The plate was set at 150 
line screen ruling, 68 degree angle using a circular dot shape. The verti­
cal distortion scaling was set to 96.751 percent. The COl system was cal­
ibrated prior to output with a focus search, stain test, and midtone den­
sity test. 
Figure 1. Test target used to produce a plate. 
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T h e  p l a t e  w a s  i n i t i a l l y  p l a c e d  i n t o  t h e  D u p o n t  C y r e l  F A S T  E x p o s u r e  
U n i t  f o r  2 3  s e c o n d s  f o r  t h e  b a c k  e x p o s u r e .  T h e  c a r b o n  m a s k e d  p l a t e  m a ­
t e r i a l  w a s  p o s i t i o n e d  i n t o  t h e  C D I ,  i n  w h i c h  a  l a s e r  t h e n  b e g a n  t o  a b l a t e  
t h e  m a s k  c r e a t i n g  a  n e g a t i v e  i m a g e  a r e a .  F o l l o w i n g  t h e  s e t t i n g  o f  t h e  
f l o o r  a n d  r e l i e f  t h r o u g h  t h e  i n i t i a l  e x p o s u r e ,  t h e  p l a t e  w a s  p o l y m e r i z e d  
b y  e x p o s i n g  t h e  e m u l s i o n  s i d e  u s i n g  a  m a i n  l i g h t  s o u r c e  f o r  e i g h t  m i n ­
u t e s .  T h e  p l a t e  w a s  t h e n  c a r r i e d  t o  t h e  C y r e l  F A S T  D u p o n t  P r o c e s s o r  t o  
r e m o v e  t h e  u n e x p o s e d  p h o t o p o l y m e r  p r i o r  t o  d e t a c k  a n d  p o s t - e x p o s u r e .  
P r i o r  t o  t h e  p l a t e  r u n n i n g  o n  t h e  p r e s s ,  a  B e t a F l e x 3 3 4  s y s t e m  w a s  u s e d  t o  
m e a s u r e  t h e  d o t  a r e a  p a t c h e s  o n  t h e  p l a t e .  T h e  f i n i s h e d  p l a t e  w a s  
m o u n t e d  o n  a  9 6  t o o t h ,  1 / 8  C P  c y l i n d e r  u s i n g  t h e  M a r k  A n d y  
C o n v e r s o u r c e  P M - 1 6 0 .  
2 . 2  R u n n a b i J i t y  
C o n v e n t i o n a l  m e t h o d s  w e r e  p e r f o r m e d  t o  s e t u p  t h e  p r e s s .  T h e r e  w e r e  
m a n y  v a r i a b l e s  c o n t r o l l e d  d u r i n g  t h e  p r e s s  r u n .  M a n y  F l e x o  v a r i a b l e s  
a r e  h a r d  t o  c o n t r o l  b e c a u s e  t h e y  i n v o l v e  m a n u a l  d e c k  s e t t i n g s ,  w h i c h  
m a k e s  t h e m  m o r e  p r o n e  t o  e r r o r .  C o n s t a n t s  t h a t  c a n  b e  c o n t r o l l e d  i n ­
c l u d e :  v i s c o s i t y ,  p H ,  a n i l o x  r o l l ,  s p e e d ,  d r y e r ,  a n d  t e n s i o n .  P l a t e  a n d  
a n i l o x  a n d  P l a t e  t o  i m p r e s s i o n  a r e  d i f f i c u l t  t o  r e p e a t  p r e c i s e l y  o n  a  M a r k  
A n d y  2 2 0 0  b e c a u s e  o f  t h e  m a n u a l  d e c k  s e t t i n g s .  E n v i r o n m e n t a l  I n k s  
a n d  C o a t i n g s  F i l m  I n k  I I I  s y s t e m  w a s  s h i p p e d  a t  a  v i s c o s i t y  o f  2 5 - 3 0  
s e c o n d s  o n  a  # 2  Z a h n  c u p  w i t h  a  p H  o f  9 . 0 - 9 . 3 .  P r i o r  t o  r u n n i n g  t h e  i n k  
o n  p r e s s ,  a  # 2  Z a h n  c u p  w a s  u s e d  t o  m e a s u r e  t h e  v i s c o s i t y  o f  t h e  i n k .  I t  
m e a s u r e d  a t  5 0 . 9  s e c o n d s ,  w h i c h  i s  h i g h e r  t h a n  n o r m a l .  T o o  l o w  p H  l e v ­
e l s  u s u a l l y  r e s u l t  i n  a n  i n k - t r a n s f e r r i n g  p r o b l e m .  T h e  u n c u t  i n k  m e a ­
s u r e d  a t  a  p H  l e v e l  o f  9 . 4 4 .  T h e  d e s i r e d  l e v e l  i s  b e t w e e n  9 - 9 . 3  f o r  t h e  
F i l m  I I I  I n k  S y s t e m  o n  a  F l e x o g r a p h i c  p r e s s .  H o w e v e r ,  t h e  a v e r a g e  
r a n g e  f o r  w a t e r - b a s e d  i n k s  i s  b e t w e e n  8 - 9 . 5 ,  t h e r e f o r e  t h e  p H  w a s  
w i t h i n  t h e  t o l e r a n c e  l e v e l .  
W a t e r - b a s e d  i n k s  a r e  m o r e  d i f f i c u l t  t o  c o n t r o l  o n  t h e  p r e s s .  T h e i r  v i s ­
c o s i t y  a n d  p H  l e v e l s  c a n  c h a n g e  w i t h  t i m e  o n  t h e  p r e s s .  A s  t h e  p r e s s  c o n ­
t i n u e s  t o  r u n ,  t h e  a m i n e  m a y  e v a p o r a t e  a n d  t h e  p H  l e v e l  d e c r e a s e s  a n d  
t h e  v i s c o s i t y  i n c r e a s e s .  H o w e v e r ,  t h e  r u n  w a s  s o  s h o r t  t h a t  t h e  v i s c o s i t y  
a n d  p H  r e m a i n e d  c o n s t a n t  t h r o u g h o u t  t h e  p r e s s r u n .  E n v i r o n m e n t a l  I n k s  
r e c o m m e n d e d  a n  a d d i t i o n  o f u n d e r t e n  p e r c e n t  o f a n  a m m o n i a  s u b s t i t u t e  
e v e r y  h a l f h o u r . T h e p r e s s  o n l y  r a n a n h o u r f o r  a b o u t  7 0 0 f e e t  o f f i l m .  
T o  m a x i m i z e  r e p e a t a b i l i t y  a n d  c o n s i s t e n c y ,  t h e  i m p r e s s i o n  w a s  c o n ­
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trolled using check gauges that had the same diameter of the pitch sur­
face being used. The impression was adjusted by hand and varied with 
polymer thickness, which makes it difficult to replicate exactly. There­
fore, it contributes to the reason for running all the plastics on the same 
day, to try to reduce the var,iables. The anilox roll was also constant. A 
2.48 volume, 600 line count, 600 , Harper roll was chosen for the Mark 
Andy 2200 seven-inch Flexographic press. The anilox roll was selected 
based on the 150 resolution ofthe plate to achieve appropriate cell count. 
The press speed was set at 50 feet per minute, and the dryer was posi­
tioned at stage 3, which was approximately 1670 F. The speed and dryer 
settings were chosen because there are challenges with film inks drying 
on the plastic with lower heats and faster speeds on an in-line press. The 
tension was set at 20 psi. 
The five films were run on the Mark Andy press using water-based 
inks with relative ease. The order in which the webs of film were spliced 
in were: white PLA, clear PLA, PET, OPP, and OPS. A little over a hun­
dred feet of each material were used. Some of the visual potential 
runnability problems that occurred on press included problems running 
the OPS and having dirty print. The OPS was very brittle and broke eas­
ily on the in-line press. There were two web breaks when running OPS. 
And lastly, the print became increasingly dirty throughout the press run. 
There were many predictions to the reason for the dirty print that are 
discussed later. 
2.3 Printability 
The tests conducted to determine printability were: dot area, tone re­
production, optical/reflective density, specular gloss, dot shape, visual 
tests, rub resistance, adhesion, and tensile strength. The dot area and 
tone reproduction of the printed material were determined with a 
BetaFlex334 system. The tonal patches on each film were measured in 
increments of five, from one to a hundred. An Xrite 528 
Spectrodensitometer was used to measure the densities of a solid black 
area on each film. The Novo-glass Statistical Glossmeter (Rhopoint 60 
degree angle model) determined the specular gloss ofeach film using the 
same solid black area. Horizontal and vertical readings were taken. The 
ImageXpert system was used to determine the roundness of the five per­
cent dots on each film. A digital image was captured of the five percent 
dots using SonyXCD-X71O video camera. The dot roundness was de­
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f i n e d  b y  t h e  r a t i o  o f  t h e  c i r c u m f e r e n c e  o f  a  c i r c l e  w i t h  t h e  s a m e  a v e r a g e  
r a d i u s  t o  t h e  p e r i m e t e r  l e n g t h  o f  t h e  d o t .  S o m e  o t h e r  d i g i t a l  i m a g e s  w e r e  
c a p t u r e d  f o r  v i s u a l  c o m p a r i s o n s ,  u s i n g  t h e  s a m e  v i d e o  c a m e r a  s y s t e m .  
T h e y  i n c l u d e  s a m p l e s  o f  b r i d g i n g  a t  f i v e  p e r c e n t  d o t  a n d  s a m p l e s  o f  f o n t  
t y p e  q u a l i t y .  
3 . 0  R E S U L T S  A N D  D I S C U S S I O N  
3 . 1  D o t  G a i n  
T h e r e  w a s  n o  s u b s t a n t i a l  d i f f e r e n c e  i n  t h e  t r e n d  o f  d o t  g a i n  i n  t h e  
c u r v e  a c r o s s  t h e  d i f f e r e n t  f i l m s .  T h e  l a r g e s t  d o t  g a i n  o c c u r r e d  b e t w e e n  
3 5  a n d  5 5  f o r  a l l  o f  t h e  f i l m s .  T h e  w h i t e  P L A  f i l m  h a d  a  2 9 . 3  p e r c e n t  d o t  
g a i n  a t  4 0  p e r c e n t  d o t .  T h e  c l e a r  P L A  f i l m  h a d  a  2 4 . 7  p e r c e n t  d o t  g a i n  a t  
4 0  p e r c e n t  d o t .  T h e  P E T  f i l m  h a d  a  3 1 . 1  p e r c e n t  d o t  g a i n  a t  4 0  p e r c e n t  
d o t .  T h e  O P P  f i l m  h a d  a  2 8 . 9  p e r c e n t  d o t  g a i n  a t  4 0  p e r c e n t  d o t .  T h e  O P S  
f i l m  h a d  a  2 7 . 9  p e r c e n t  d o t  g a i n  a t  4 0  p e r c e n t  d o t .  T h e  p l a s t i c  f i l m  w i t h  
t h e  h i g h e s t  d o t  g a i n  w a s  P E T  w i t h  3 1 . 1  p e r c e n t  a t  4 0  p e r c e n t  d o t .  F i g u r e  
2  b e l o w  s h o w s  t h e  d o t  g a i n  r e s u l t s .  T h e  d o t  a r e a  o f  t h e  p r i n t e d  m a t e r i a l  
w a s  d e t e r m i n e d  w i t h  t h e  X r i t e  5 2 8  s y s t e m .  T h e  d e n s i t y  p a t c h e s  o n  e a c h  
f i l m  w e r e  m e a s u r e d  i n  i n c r e m e n t s  o f  f i v e ,  f r o m  o n e  t o  a  h u n d r e d .  
D o t  G a i n  
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Figure 3. Tone reproduction of printed material. 
3.2 Tone Reproduction 
There was no substantial difference in the trend of the tone reproduc-
tion curves across the different films. However, all of the clear films ex-
perienced difficulties while being read by the instrument, as shown by 
the jagged lines in Figure 3. Therefore, it was hard to compare which 
plastic film had the best tone reproduction. The white PLA appears to 
have the smoothest curve, which makes it easier to compensate for dot 
gain in prepress. 
3.3 OpticallReflective Density 
The FIRST density standard is 1.4 for black ink on film products using 
narrow web. All of the densities printed had higher densities than the 
standard. The chosen ani lox roll was not optimized for the desired ink 
density and lay down. The white PLA film had the highest density over 
the other films. The clear PLA has the highest density over the clear film. 
PLA films may achieve higher densities than other films. 
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T a b l e  1 .  T h e  X r i t e  5 2 8  S p e c t r o d e n s i t o m e t e r  w a s  u s e d  t o  M e a s u r e  t h e 
  
D e n s i t i e s  o f  a  S o l i d  B l a c k  A r e a  o n  E a c h  F i l m . 
  
F i l m s  W h i t e  P L A  C l e a r  P L A  P E r  
o p p  
O P S  
D e n s i t i e s  1 . 6 8  1 . 7 1  1 . 5 6  1 . 6 8  1 . 6 6  
1 . 7 8  1 . 7 1  
1 . 6 1  1 . 6 1  1 . 6 3  
1 . 7 0  1 . 6 6  1 . 6 0  1 . 7 3  1 . 5 9  
1 . 7 0  1 . 6 6  1 . 6 1  1 . 6 5  1 . 6 8  
A v e r a g e  1 . 7 2  1 . 6 8  
1 . 6 0  
1 . 6 7  1 . 6 4  
S t a n d a r d  D e v i a t i o n  
0 . 0 4  0 . 0 3  0 . 0 2  
0 . 0 5  
0 . 0 4  
3 . 4  D y n e  L e v e l s  
T h e  t e s t s  s h o w e d  t h a t  t h e  n a t u r a l  d y n e  l e v e l  o f  c l e a r  P L A  i s  a b o u t  3 8  
a n d  t h e  w h i t e  P L A  h a d  a  d y n e  l e v e l  o f a b o u t  3 6 .  T h e  o t h e r  f i l m s  h a d  s i m ­
i l a r  d y n e s  l e v e l s :  P E T  h a d  a b o u t  3 9  d y n e s ,  O P P  h a d  a b o u t  3 7  d y n e s ,  a n d  
O P S  h a d  a b o u t  3 7  d y n e s .  
3 . 5  T y p e  Q u a l i t y  
T y p e  Q u a l i t y  I m a g e s  w e r e  c a p t u r e d  f o r  v i s u a l  c o m p a r i s o n s ,  u s i n g  t h e  
I m a g e X p e r t  s y s t e m .  T h e  r e s u l t s  f o r  t y p e  q u a l i t y  w e r e  i n  t h e  f o l l o w i n g  
o r d e r  f r o m  b e s t  t o  w o r s t :  w h i t e  P L A ,  P E T ,  O P P ,  c l e a r  P L A  a n d  O P S  
f i l m s .  T h e  i m a g e s  a r e  s h o w n  i n  F i g u r e  4 .  
3 . 6  D o t  S h a p e  
T h e  I m a g e X p e r t  s y s t e m  w a s  u s e d  t o  d e t e r m i n e  t h e  r o u n d n e s s  o f  t h e  
f i v e  p e r c e n t  d o t s  o n  e a c h  f i l m .  T h e  d o t  r o u n d n e s s  w a s  d e f i n e d  b y  t h e  r a ­
t i o  o f  t h e  c i r c u m f e r e n c e  o f  a  c i r c l e  w i t h  t h e  s a m e  a v e r a g e  r a d i u s  t o  t h e  
p e r i m e t e r  l e n g t h  o f  t h e  d o t .  T h e  f i v e  p e r c e n t  d o t  w a s  c h o s e n  t o  c o m p a r e  
F i g u r e  4 .  T y p e  q u a l i t y  i m a g e s .  
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Figure 5. Digital images of the five percent dots. 
the roundness. The ideal number to achieve is one. The PET film is the 
closest to achieving this standard. The PET film also has the highest 
dyne level, which may correspond to being the closest to one. 
3.7 Specular Gloss 
The Novo-glass Statistical Glossmeter (Rhopoint 60 degree angle 
model) determined the specular gloss of each film using the same solid 
black area. Horizontal and vertical readings were taken as shown in table 
3 below. With no lamination, high gloss is more desired to achieve a 
better print appearance. The clear PLA has the highest gloss compared to 
all of the films, and has the highest gloss compared to the other clear 
film. The white PLA has the highest gloss compared to the other white 
films. 
3.8 Rub Resistance 
The TMI Ink Rub Tester determined the rub resistance of each mate­
rial. The two by four inch and two and a half by six inch strips were cut 
and taped onto the base and test block. The four-pound test block was 
placed on top of the base. The settings were adjusted to 100 cycles at 42 
cycles per minute. 
A visual test was performed on the rub test samples. The clear PLA 
film had the poorest rub resistance, closely followed by the white PLA 
film. The OPS film had the next worse rub resistance. The OPP and PET 
films had the best rub resistance. 
Table 2. Dot Roundness Results 
White PLA Clear PLA PET opp oPs 
0.62 0.62 0.82 0.57 0.53 
1 0 1  
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T a b l e  3 .  S p e c u l a r  G l o s s  R e s u l t s . 
  
G l o s s  W h i t e  P L A  
C l e a r  P L A  P E T  O P P  O P S  
H o r i z o n t a l  5 7 . 6 5  6 5 . 7 0  5 8 . 6 0  4 6 . 8 8  5 6 . 8 0  
V e r t i c a l  
6 2 . 6 0  7 5 . 3 8  
4 6 . 3 8  4 8 . 1 8  6 2 . 1 6  
A v e r a g e  6 0 . 1 3  
7 0 . 5 4  5 2 . 4 9  4 7 . 5 3  
5 9 . 4 9  
3 . 9  I n k  A d h e s i o n  
S c o t c h  3 M  P r e m u i m  G r a d e  T r a n s p a r e n t  C e l l o p h a n e  6 1 0  T a p e  w a s  
u s e d  t o  p e r f o r m  t h e  a d h e s i o n  t e s t .  A  s m a l l  t w o - i n c h  p i e c e  o f  t a p e  w a s  
p l a c e d  i n  a p p r o x i m a t e l y  t h e  s a m e  s p o t  o n  e v e r y  f i l m  a n d  i m m e d i a t e l y  
p u l l e d  o f f  a f t e r  s l i g h t l y  p a t t i n g  i t  d o w n .  A n d  l a s t l y ,  t h e  T e s t o m e t r i c  C X  
M 3 5 0 - 5 K N  s y s t e m  m e a s u r e d  t h e  e l a s t i c i t y ,  f o r c e ,  a n d  b r e a k i n g  p o i n t  o f  
e a c h  f i l m .  A n  A S T M  s l i t t e r  c u t  o n e  b y  e l e v e n  i n c h  s t r i p s  p r i o r  t o  b e i n g  
p l a c e d  i n t o  t h e  m a c h i n e .  
A  v i s u a l  t e s t  w a s  p e r f o r m e d  o n  t h e  i n k  a d h e s i o n  s a m p l e s .  T h e  w h i t e  
P L A  f i l m  h a d  t h e  p o o r e s t  i n k  a d h e s i o n ,  c l o s e l y  f o l l o w e d  b y  t h e  c l e a r  
P L A  f i l m .  T h e  O P S  f i l m  h a d  t h e  n e x t  w o r s e  i n k  a d h e s i o n .  T h e  O P P  a n d  
P E T  f i l m s  h a d  t h e  b e s t  i n k  a d h e s i o n .  T h e  O P P  f i l m  h a d  t h e  b e s t  a d h e ­
s i o n .  
3 . 1 0  R u n n a b i l i t y  
S o m e  o f  t h e  p o t e n t i a l  r u n n a b i l i t y  p r o b l e m s  t h a t  o c c u r r e d  o n  p r e s s  i n ­
c l u d e d  p r o b l e m s  r u n n i n g  t h e  O P S  a n d  h a v i n g  d i r t y  p r i n t .  T h i s  t e s t  w a s  
r u n  o n  a  n a r r o w - w e b  i n - l i n e  p r e s s .  I n  c o m m e r c i a l  a p p l i c a t i o n s ,  t h e s e  
m a t e r i a l s  w o u l d  o f t e n  b e  r u n  o n  a  w i d e - w e b  C I  p r e s s ,  o f f e r i n g  b e t t e r  t e n ­
s i o n  c o n t r o l  a n d  r e d u c e d  p o t e n t i a l  f o r  w e b  b r e a k s .  
T a b l e  4 .  T e n s i l e  S t r e n g t h  R e s u l t s .  
F o r c e  @  P e a k  ( N )  E l o n g a t i o n  @  B r e a k  ( m m )  T i m e  ( s e c )  
W h i t e  P L A  1 5 1 . 0 1  
5 0 . 0 6  0 . 5 0  
C l e a r  P L A  1 7 3 . 7 0  
4 1 . 3 8  
0 . 4 1  
P E T  
1 0 6 . 8 6  
2 0 7 . 9 2  
2 . 0 8  
O P P  1 0 6 . 1 2  1 2 2 . 6 9  1 . 2 3  
O P S  1 0 5 . 5 6  5 . 6 5  
0 . 0 6  
102 J. JACOBSON, M. KEIF, X. RONG, J. SINGH and K. VORST 
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Figure 6. Images were captured for visual comparisons, using the ImageXpert system. 
The samples of the bridging are in order of CPLA, OPp, OPS, PET, WPLA. 
3.11 Tensile Strength 
Tensile strength measures the force required to pull a substrate to the 
point of when it breaks. The Testometric ex M350-5KN system mea­
sured the elasticity, force, and breaking point of each film. An ASTM 
sample cutter cut one by eleven inch strips prior to being placed into the 
machine. The speed of the machine was 100 mm/min. The OPS used the 
least force to break, which indicates that this film has the worse tensile 
strength. This was observed on press with the two web breaks. The clear 
PLA has the best tensile strength, and least likely to stretch and distort on 
press. 
3.12 Dirty Print 
The print became increasingly dirtier throughout the press run. There 
was an increased incidence of dot bridging the longer the press was run­
ning. The order the films ran on press were: white PLA, clear PLA, PET, 
Table 5. Summary of Findings. (1 = best/highest to 5=worst/least). 
Gloss White PLA Clear PLA PET OPP OPS 
Dyne 4 2 1 3 3 
Dot Gain 4 1 5 3 2 
Tone Reproduction 1 4 3 2 5 
Density 1 2 5 3 4 
Type Quality 1 4 2 3 5 
Dot Shape 2 2 1 3 4 
Specular Gloss 2 1 4 5 3 
Rub Resistance 4 5 1 2 3 
Ink Adhesion 4 5 1 2 3 
Tensile Strength 2 1 3 4 5 
Dirty Print 1 2 3 4 5 
Average Score 2.36 2.64 2.64 3.09 3.82 
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O P P ,  a n d  O P S .  T h e  O P S  f i l m  s e e m e d  t o  h a v e  t h e  m o s t  b r i d g i n g .  T h e r e  
w e r e  m a n y  p r e d i c t i o n s  t o  t h e  r e a s o n  f o r  t h e  d i r t y  p r i n t .  S o m e  a r t i c l e s  
h a v e  s u g g e s t e d  t h a t  i t  c o u l d  b e  c a u s e d  f r o m  t h e  p l a t e ,  i n k ,  a n i l o x  r o l l ,  
a n d  t h e  d o c t o r  b l a d e .  I n  t h i s  r e s e a r c h ,  t h e  o n l y  o t h e r  v a r i a b l e  t h a t  i s  t i m e  
s e n s i t i v e  i s  t h e  p H  a n d  v i s c o s i t y .  T h e  r e c o m m e n d e d  v i s c o s i t y  w a s  
2 5 - 3 0  s e c o n d s  w i t h  a  p H  o f  9 . 0 - 9 . 3 .  T h e  i n k  r a n  o n  p r e s s  w i t h  a  h i g h e r  
v i s c o s i t y  a n d  p H  t h a n  w a s  r e c o m m e n d e d .  S i n c e  t h e  p H  l e v e l  s t a r t s  t o  d e ­
c r e a s e  a n d  v i s c o s i t y  i n c r e a s e  t h e  l o n g e r i t  i s  r u n  o n  p r e s s ,  a n  i n k - t r a n s f e r ­
r i n g  p r o b l e m  u s u a l l y  o c c u r s  l e a d i n g  t o  i n c r e a s e d  i n c i d e n c e  o f  b r i d g i n g .  
T h e  p H  a n d  v i s c o s i t y  w e r e  o n l y  c o n t r o l l e d  a t  t h e  b e g i n n i n g  o f  t h e  p r e s s  
r u n ;  t h e r e f o r e  i t  c a n n o t  b e  d e t e r m i n e d  i n  t h i s  s t u d y .  M o r e  r e s e a r c h  
w o u l d  n e e d  t o  b e  p e r f o r m e d  t o  c o n f i r m  t h i s  r e l a t i o n s h i p .  
4 . 0  C O N C L U S I O N S  
A c c o r d i n g  t o  t h i s  s u m m a r y  o f  f m d i n g s  c h a r t ,  i t  s e e m s  t h a t  t h e  w h i t e  a n d  
c l e a r  P L A  f i l m s  a r e  m o s t  c o m p a r a b l e  t o  t h e  P E T  f i l m .  E v e n  t h o u g h  t h e  i n k  
w a s  f o r m u l a t e d  f o r  P P  a n d  P E T ,  t h e  w h i t e  a n d  c l e a r  P L A  o u t p e r f o r m e d  
O P P i n t h e m a j o r i t y  o f t h e p r i n t a b i l i t y a n d r u n n a b i l i t y  t e s t s . T h e O P S  f i l m  
p e r f o r m e d  t h e  w o r s t  c o m p a r e d  t o  t h e  o t h e r  p l a s t i c  f i l m s .  T h e  w h i t e  P L A  
f i l m  o u t p e r f o r m e d  t h e  P E T  f i l m ,  w h i c h  w a s  a l s o  w h i t e .  T h e  c l e a r  P L A  
f i l m  p e r f o r m e d  e q u a l l y  a s  w e l l  a s  t h e P E T f i l m .  I f t h e P L A  f i l m s  u s e d c u s ­
t o m  f o r m u l a t e d  i n k ,  t h e y  w o u l d  h a v e  l i k e l y  o u t p e r f o r m e d  a l l  o f t h e  f i l m s .  
N a t u r e W o r k s  r e c o m m e n d s  u s i n g  A k z o  N o b e l ' s  H y d r o k e t t 3 0 0 0  o r  
H y d r o f i l m  4 0 0 0  w a t e r - b a s e  i n k s  f o r  g o o d  i n k  a d h e s i o n .  
G i v e n  t i m e ,  P L A  m a y  r e p l a c e  s o m e  o f t h e  m o s t c o m m o n  p l a s t i c  f i l m s  
u s e d  i n  t h e  f o o d  i n d u s t r y .  I t i s  d i f f i c u l t  f o r  a  n e w  f i l m  t o  b r e a k  i n t o  a  m a r ­
k e t  t h a t  h a s  t w e n t y  o r  m o r e  y e a r s  o f  e s t a b l i s h e d  f i l m  l i n e s .  A d v a n c e m e n t s  
a r e  c o n t i n u o u s l y  b e i n g  m a d e  t o  t h e  s t r u c t u r e  o f  P L A  t o  e n a b l e  t h e  p l a s t i c  
t o  b e  u s e d  i n  m o r e  a p p l i c a t i o n s .  T h e  P L A  f i l m s  a r e  a l r e a d y  i d e a l  f o r  m a n y  
o f t h e s a m e a p p l i c a t i o n s o t h e r p e t r o l e u m - d e r i v e d f i l m s  a r e u s e d f o r t o d a y .  
T h e y  c a n  b e  u s e d  f o r  p r e s s u r e  s e n s i t i v e  l a b e l s ,  s h r i n k  s l e e v e s ,  c u t  a n d  
s t a c k  l a b e l s ,  l a m i n a t e s ,  a n d  m o r e .  P L A  f i l m s  c a n  b e  p r o d u c e d  b o t h  a s  
m o n o - l a y e r  o r  m a y  b e  c o - e x t r u d e d ,  w i t h  c a s t  o r  b l o w n  f i l m  e x t r u s i o n  
m e t h o d s  p r e s e n t l y  b e i n g  t h e  m o s t  c o m m o n .  T h e  p o p u l a r i t y  o f  s u s t a i n a b l e  
f i l m s  w i l l  c o n t i n u e  t o  i n c r e a s e  a s  c o m p a n i e s  u n d e r s t a n d  t h e  s a v i n g s  o f  u s ­
i n g  a n n u a l l y  r e n e w a b l e  r e s o u r c e s .  T h e r e  i s  a n  o b v i o u s  m o m e n t u m  i n  t h e  
u s e  o f P L A ,  a n d  i t  w i l l  c o n t i n u e  t o  b e c o m e  i n c r e a s i n g l y  c o m p e t i t i v e  w i t h  
t r a d i t i o n a l  p e t r o l e u m - b a s e d  f i l m s  i n  t h e  f u t u r e .  
104 J. JACOBSON, M. KEIF, X. RONG, J. SINGH and K. VORST 
5.0 REFERENCES 
1. United States Environmental Protection Agency, "Municipal Solid Waste Generation, Recy-
cling, and Disposal in the United States: Facts and Figures for 2006," United States Environ-
mental Protection Agency, Solid Waste and Emergency Response (5306P), Washington, DC, 
2006. 
2. In de Braekt, M.M., van Alphen, F.A, Kuijpers-Jagtman, A.M. and Maltha, J.C., 1992. 
Wound healing and wound contraction after palatal surgery and implantation of poly-(-lac-
tic) acid membranes in beagle dogs. Journal of Oral and Maxillofacial Surgery 50, pp. 
359-366. 
3. Bos, R.R., Rozema, F.R., Boering, G., Nijenhuis, A.J., Pennings, AJ., Verwey, AB., 
Nieuwenhuis, P. and Jansen, H.W., 1991. Degradation of and tissue reaction to biodegrad-
able poly (-Iactide) for use as internal fixation offractures: a study in rats. Biomaterials 12, 
pp.32-36. 
4. Laitinen, 0., Tormala, P., Taurio, R., Skutnabb, K., Saarelainen, K., livonen, T. and 
Vainionpaa, S., 1992. Mechanical properties ofbiodegradable ligament augmentation device 
ofpoly(-Iactide) in vitro and in vivo. Biomaterials 13, pp. 1012-1016. 
5. Matsusue, Y., Yamamuro, T., Oka, M., Shikinami, Y., Hyon, S.H. and Ikada, Y., 1992. In vi-
tro and in vivo studies on bioabsorbable ultra-strength poly(-Iactide) rods. Journal ofBio-
medical Materials Research 26, pp. 1553-1567. 
6. Bodmeier, R., Oh, KH. and Chen, H., 1989. Effect of the addition of low molecular weight 
poly (d,I-lactide) on drug release from biodegradable poly (d,l-Iactide) drug delivery sys-
tems.International Journal ofPharmaceutics 51, pp. 1-8. 
7. Conti, B., Pavanetto, F. and Genta, I., 1992. Use of polylactic acid for the preparation of 
microparticulate drug delivery systems. Journal ofMicroencapsulation 9, pp. 153-166. 
8. Omelczuh, M.O. and McGinity, J.W., 1992. Influence of polymer glass transition tempera-
ture and molecular weight on drug release from tablets containing poly-(-Iactic acid). Phar-
maceutical Research 9, pp. 26-32. 
9. Suzuki, K and Price, J.C., 1985. Microencapsulation and dissolution properties of a 
neuroleptic in a biodegradable polymer poly-racemic lactide. Journal ofPharmaceutical Sci-
ences 74, pp. 21-24. 
10. Auras, R., Harte, B. and Selke, S., 2004. An overview ofpolylactides as packaging materials. 
Macromolecular Bioscience Journal 4, 835-864. 
11. SinclairR.G., Jane,J. and Huang S.J., 1996. The case ofpolylactic acid as acomrnoditypack-
aging plastic. ACS Symposium, Anaheim, California, ETATS-UNIS (02/04/1995), 
vol. 33, no 5 (22 ref.), pp. 585-598. 
12. Auras, R., Singh, S. P. And Singh, J., 2005. Evaluation oforiented poly(lactide) polymers vs. 
existing PET and oriented PS for fresh food service containers. Packaging Technology and 
Science 18, 207-216. 
13. Auras, R., Singh, S. P. And Singh, J., 2006. Performance evaluation of PLA against existing 
PET and PS containers. Journal ofTesting and Evaluation, Vol. 34, No.6. 
14. Martino, V. P., Rl,Iseckaite, R. A. And Jimenez, A., 2005. Processing and mechanical charac-
terization of plasticized poly (lactic acid) films for food packaging. 8th Polymers for Ad-
vanced Technologies Inte mational Symposi um. Budapest, Hungary, 13-16 September 2005 
15. Plackett, D. V., Holm, V. K., Johansen, P., Ndoni, S., Nielsen, P. V., Sipilainen-Malm, T., 
Sodergard, A and Verstichel, S., 2005. Characterization of I-polylactide and 
I-polylactide-polycaprolactone co-polymer films for use in cheese-packaging applications. 
Packaging Technology and Science. Vol. 19, Issue 1, pp 1-24. 
16. Anonymous, 2004. Natureworks PLA to compete in the no-look label market. http://www. 
labelsandlabeling.com/scripts/publish/headlines.asp?code=cnw&key=846&language=en& 
PageNo=5&pressYr=2004, accessed 24 July, 2006. 
